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1
METHOD AND APPARATUS FOR ADDITIVE
MANUFACTURING

CROSS-REFERENCE TO RELATED
APPLICATIONS

This application claims priority to and the benefit of U.S.
Provisional Patent Application Ser. No. 61/840,936, filed
Jun. 28, 2013, the contents of which are hereby incorporated
by reference in their entirety.

BACKGROUND

1. Technical Field

The present invention relates to a method and apparatus
for additive manufacturing of three-dimensional articles.

2. Related Art

Freeform fabrication or additive manufacturing is a
method for forming three-dimensional articles through suc-
cessive fusion of chosen parts of powder layers applied to a
worktable via an apparatus.

Such an apparatus may comprise a worktable on which
the three-dimensional article is to be formed, a powder
dispenser, arranged to lay down a thin layer of powder on the
work table for the formation of a powder bed, a ray source
for delivering energy to the powder whereby fusion of the
powder takes place, elements for control of the ray given off
by the ray source over the powder bed for the formation of
a cross section of the three-dimensional article through
fusion of parts of the powder bed, and a controlling com-
puter, in which information is stored concerning consecutive
cross sections of the three-dimensional article. A three-
dimensional article is formed through consecutive fusions of
consecutively formed cross sections of powder layers, suc-
cessively laid down by the powder dispenser.

There is a demand for additive manufacturing techniques
which is capable of building larger and larger three-dimen-
sional articles.

An increase of the build volume may require multiple
beam sources which may lead to process difficulties in order
to keep the beam spot quality and beam spot positioning
equal over the entire build area.

BRIEF SUMMARY

An object of various embodiments of the present inven-
tion is to provide a method and apparatus which enables
large build volumes of three-dimensional articles produced
by freeform fabrication or additive manufacturing without
sacrificing the quality of the three dimensional article to be
manufactured. The abovementioned object is achieved by
the features in the method and the apparatus according to the
claims recited herein.

In various embodiments of the invention it is provided a
method for forming a three-dimensional article through
successive fusion of parts of a powder bed, which parts
corresponds to successive cross sections of the three-dimen-
sional article. The method comprising the steps of: applying
a model of the three dimensional article, applying a first
powder layer on a work table, directing a first electron beam
from a first electron beam source over the work table causing
the first powder layer to fuse in first selected locations
according to the model to form a first part of a first cross
section of the three-dimensional article, directing a second
electron beam from a second electron beam source over the
work table causing the first powder layer to fuse in second
selected locations according to the model to form a second
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part of the first cross section of the three-dimensional article,
registering at least one setting of the first electron beam
source, registering at least one setting of the second electron
beam source, correcting the position of the second electron
beam depending on the at least one setting of the first
electron beam source and the at least one setting of the
second electron beam source for aligning a desired second
electron beam position according to the model with a real
second electron beam position.

An advantage of various embodiments of the present
invention is that the beam position in a multi beam source
system in additive manufacturing may be corrected and
thereby improving the final result of the three dimensional
article.

In another exemplary and non-limiting embodiment the
position of the first electron beam is corrected depending on
the at least one setting of the second electron beam source
and the at least one setting of the first electron beam source
for aligning a desired first electron beam position according
to the model with a real first electron beam position.

The advantage of this exemplary embodiment is that a
plurality of electron beam positions may be adjusted to its
correct position simultaneously.

In yet another exemplary and non-limiting embodiment
position correcting values may be stored for each combina-
tion of the at least one setting in the first and second electron
beam source in a look-up table. The advantage of at least this
embodiment is that the correction of the wrong electron
beam position may be performed quick and easy.

In another exemplary and non-limiting embodiment the
position correcting values are experimentally produced or
produced by simulation. This means that the position cor-
recting values may be known before the actual correction is
to take place, i.e., the correction values may be calculated or
simulated before starting the build of the three-dimensional
article.

In still another exemplary and non-limiting embodiment
the electron beam source settings comprises at least one of
the group of: coil current in at least one beam source coil for
deflecting and/or shaping the electron beam, and/or the
beam power, and/or an electrostatic lens or plate for deflect-
ing and/or shaping the electron beam.

In still another exemplary and non-limiting embodiment
of the present invention further comprising the steps of:
registering a distance between a first electron beam and a
second electron beam, registering an electron beam current
of the first and second electron beams, adjusting a position
of the first electron beam on the powder layer, where the
adjustment is depending on the distance between the first
and second electron beams and the beam current of the first
and the second beam, adjusting a position of the second
electron beam on the powder layer, where the adjustment is
depending on the distance between the first and second
electron beams and the beam current of the first and the
second beam, and/or repeating step at least these steps until
the actual position of the first and second electron beam is
within a predetermined value from the desired position of
the first and second electron beam.

The advantage of this and still other embodiments is that
not only the electric and/or the magnetic field from another
electron beam source is compensated for but also the dis-
tance between two (or more) electron beams as such. Since
the electron beams are beams of charged particles they tend
to repel each other. When the beams are close to each other
the beam position is affected because of the repelling force.
By correcting for the misalignment because of this repelling
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force between two adjacent electron beams, the final result
of the three dimensional article may further be improved.

In still another exemplary and non-limiting embodiment
the adjustment because of repelling forces between two
adjacent electron beams is performed only in case where the
distance between the first and second beams are closer to
each other than a predetermined value. The advantage of at
least this embodiment is that the manufacturing process time
may be kept to a minimum because insignificant compen-
sations may be ignored.

Various embodiments of the invention are also related to
an apparatus having similar features and advantages as the
method.

According to certain embodiments, the apparatus com-
prises: an electronically produced model of the three dimen-
sional article; a powder distributor configured to provide a
first powder layer on a work table; at least one control unit
configured to: direct a first electron beam from a first
electron beam source over the work table causing the first
powder layer to fuse in first selected locations according to
the model to form a first part of a first cross section of the
three-dimensional article; direct a second electron beam
from a second electron beam source over the work table
causing the first powder layer to fuse in second selected
locations according to the model to form a second part of the
first cross section of the three-dimensional article; register at
least one setting of the first electron beam source; and
register at least one setting of the second electron beam
source; and a correcting unit configured to correct the
position of the second electron beam depending on the at
least one setting of the first electron beam source and the at
least one setting of the second electron beam source for
aligning a desired second electron beam position according
to the model with a real second electron beam position.

In at least one exemplary and non-limiting embodiment,
the at least one control unit is further configured to: register
a distance between a first electron beam and a second
electron beam; register an electron beam current of the first
and second electron beams; adjust a position of the first
electron beam on the powder layer, where the adjustment is
depending on the distance between the first and second
electron beams and the beam current of the first and the
second beam; and adjust a position of the second electron
beam on the powder layer, where the adjustment is depend-
ing on the distance between the first and second electron
beams and the beam current of the first and the second beam.

In various embodiments, the apparatus comprises: a com-
puter model of the three dimensional article; a powder
distributor configured for providing a first powder layer on
a work table; a control unit configured to direct a first
electron beam from a first electron beam source over the
work table causing the first powder layer to fuse in first
selected locations according to the model to form a first part
of a first cross section of the three-dimensional article; a
control unit configured to direct a second electron beam
from a second electron beam source over the work table
causing the first powder layer to fuse in second selected
locations according to the model to form a second part of the
first cross section of the three-dimensional article; a control
unit configured to register at least one setting of the first
electron beam source; a control unit configured to register at
least one setting of the second electron beam source; and a
correcting unit configured to correcting the position of the
second electron beam depending on the at least one setting
of the first electron beam source and the at least one setting
of the second electron beam source for aligning a desired
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second electron beam position according to the model with
a real second electron beam position.

In certain of these embodiments, the control unit which is
configured to direct the first electron beam and the control
unit which is configured to direct the second electron beam
are the same unit.

In other embodiments the control unit which is configured
to register the at least one setting of the first electron beam
source and the control unit which is configured to direct the
first electron beam are the same unit; and/or the control unit
which is configured to register the at least one setting of the
second electron beam source and the control unit which is
configured to direct the second electron beam are the same
unit.

BRIEF DESCRIPTION OF THE SEVERAL
VIEWS OF THE DRAWING(S)

The invention will be further described in the following,
in a non-limiting way with reference to the accompanying
drawings. Same characters of reference are employed to
indicate corresponding similar parts throughout the several
figures of the drawings:

FIG. 1 depicts a side view of an additive manufacturing
apparatus according to various embodiments of the present
invention;

FIG. 2 depicts a first schematic perspective view of two
electron beam sources and a work table according to various
embodiments of the present invention;

FIG. 3 depicts a second schematic perspective view of
two electron beam sources and a work table according to
various embodiments of the present invention; and

FIG. 4 depicts a top view of two partially overlapping
electron beam covering areas according to various embodi-
ments of the present invention.

DETAILED DESCRIPTION OF VARIOUS
EMBODIMENTS

Various embodiments of the present invention will now be
described more fully hereinafter with reference to the
accompanying drawings, in which some, but not all embodi-
ments of the invention are shown. Indeed, embodiments of
the invention may be embodied in many different forms and
should not be construed as limited to the embodiments set
forth herein. Rather, these embodiments are provided so that
this disclosure will satisfy applicable legal requirements.
Unless otherwise defined, all technical and scientific terms
used herein have the same meaning as commonly known
and understood by one of ordinary skill in the art to which
the invention relates. The term “or” is used herein in both the
alternative and conjunctive sense, unless otherwise indi-
cated. Like numbers refer to like elements throughout.

To facilitate the understanding of this invention, a number
of terms are defined below. Terms defined herein have
meanings as commonly understood by a person of ordinary
skill in the areas relevant to the present invention. Terms
such as “a”, “an” and “the” are not intended to refer to only
a singular entity, but include the general class of which a
specific example may be used for illustration. The terminol-
ogy herein is used to describe specific embodiments of the
invention, but their usage does not delimit the invention,
except as outlined in the claims.

The term “three-dimensional structures” and the like as
used herein refer generally to intended or actually fabricated
three-dimensional configurations (e.g. of structural material
or materials) that are intended to be used for a particular
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purpose. Such structures, etc. may, for example, be designed
with the aid of a three-dimensional CAD system.

The term “electron beam” as used herein in various
embodiments refers to any charged particle beam. The
source of a charged particle beam can include an electron
source, a linear accelerator and so on.

FIG. 1 depicts an embodiment of a freeform fabrication or
additive manufacturing apparatus 100 according to various
embodiments of the present invention. The apparatus 100
comprises two electron beam sources 101, 102; two powder
hoppers 106, 107; a start plate 116; a build tank 112; a
powder distributor 110; a build platform 114; a vacuum
chamber 120 and a control unit 140. FIG. 1 discloses only
two electron beam sources for sake of simplicity. Of course,
any number of electron beam sources may be used in a
similar manner as the two electron beam sources which are
used for describing the invention. It is obvious for the skilled
person when having seen the inventive concept as disclosed
herein using only two electron beam sources and apply them
for any specific number that might suit his or her purpose.

The vacuum chamber 120 is capable of maintaining a
vacuum environment by means of a vacuum system, which
system may comprise a turbo molecular pump, a scroll
pump, an ion pump and one or more valves which are well
known to a skilled person in the art and therefore need no
further explanation in this context. The vacuum system may
be controlled by the control unit 140.

The electron beam sources 101, 102 are generating elec-
tron beams, which are used for melting or fusing together
powder material 118 provided on the start plate 116. At least
a portion of the electron beam sources 101, 102 may be
provided in the vacuum chamber 120. The control unit 140
may be used for controlling and managing the electron
beams emitted from the electron beam sources 101, 102. A
first electron beam source 101 may be emitting a first
electron beam 151 and a second electron beam source 102
may be emitting a second electron beam 152. The first
electron beam 151 may be deflected between at least a first
extreme position and at least a second extreme position. The
second electron beam 152 may be deflected between at least
a first extreme position and at least a second extreme
position. At least one of the first or second extreme positions
of'the first electron beam 151 may be overlapping one of the
at least first or second extreme positions of the second
electron beam 152 and thereby creating an overlapping
region.

At least one electron beam focusing coil (not shown), at
least one electron beam deflection coil (not shown) and an
electron beam power supply (not shown) may be electrically
connected to the control unit 140. In an exemplary and
non-limiting embodiment of the invention the first and
second electron beam sources 101, 102 may generate a
focusable electron beam with an accelerating voltage of
about 60 kV and with a beam power in the range of 0-6 kW.
The pressure in the vacuum chamber may be in the range of
1073-10~° mBar when building the three-dimensional article
by fusing the powder layer by layer with the electron beam
sources 101, 102.

The powder hoppers 106, 107 comprise the powder
material to be provided on the start plate 116 in the build
tank 112. The powder material may for instance be pure
metals or metal alloys such as titanium, titanium alloys,
aluminum, aluminum alloys, stainless steel, Co—Cr—W
alloy, superalloys, etc.

The powder distributor 110 may be arranged to lay down
a thin layer of the powder material on the start plate 116.
During a work cycle the build platform 114 will be lowered
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successively in relation to the electron beam source after
each added layer of powder material. In order to make this
movement possible, the build platform 114 is in one embodi-
ment of the invention arranged movably in vertical direc-
tion, i.e., in the direction indicated by arrow P. This means
that the build platform 114 starts in an initial position, in
which a first powder material layer of necessary thickness
has been laid down on the start plate 116. A first layer of
powder material may be thicker than the other applied
layers. A reason for starting with a first layer which is thicker
than the other layers may be that one does not want a
melt-through of the first layer onto the start plate. The build
platform may thereafter be lowered in connection with
laying down a new powder material layer for the formation
of a new cross section of a three-dimensional article. Means
for lowering the build platform 114 may for instance be
through a servo engine equipped with a gear, adjusting
screws and the like.

In a first exemplary and non-limiting embodiment of a
method according to the present invention a three-dimen-
sional article may be formed through successive fusion of
parts of a powder bed, which parts corresponds to successive
cross sections of the three-dimensional article.

In a first step a model of the three dimensional article is
provided. The model may for instance be provided by a
computer program, for instance computer aided design
(CAD) program. In the model of the three dimensional
article, the three dimensional article may be sliced in layers
with a predetermined thickness.

In a second step a first powder layer may be applied on the
start plate 116. The powder may be taken from the powder
hopper 106, 107 and be distributed evenly by the powder
distributor 110. The thickness of the layer may be deter-
mined by the distance from the top surface of the start plate
116 or the top surface of the previous layer on the start plate
116 to the lowest position of the powder distributor 110. The
thickness of the powder layer may correspond to the thick-
ness of the slice in the model of the three dimensional article.

In a third step a first electron beam may be directed from
a first electron beam source over the first powder layer
causing the first powder layer to fuse in first selected
locations according to the model to form a first part of a first
cross section of the three-dimensional article. The first
electron beam may only reach a first area of the powder
layer.

In a fourth step a second electron beam may be directed
from a second electron beam source over the first powder
layer causing the first powder layer to fuse in second
selected locations according to the model to form a second
part of the first cross section of the three-dimensional article.
The second electron beam may only reach a second area of
the powder layer which may partially overlap the first area
of the powder area, which first area may be reached by the
first electron beam.

FIG. 4 depicts an exemplary and non-limiting embodi-
ment of a first electron beam reaching a first area and a
second electron beam reaching a second area, which first and
second areas are partially overlapping each other. The first
electron beam 151 is reaching a first area having a radius rl
and the second electron beam 152 is reaching a second area
having a radius r2. The radius rl and r2 denotes the
maximum deflection of the first end second electron beam
respectively, which means that any position within the first
area may be reached by the first electron beam 151 and any
position within the second area may be reached by the
second electron beam. The first and second areas are over-
lapping each other in an overlapping region 180 which may
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be reached by the first and second electron beams 151, 152.
I first area may be different to the second area, i.e., the first
radius rl may be different to the second radius r2.

In a fifth step at least one setting of the first electron beam
source may be registered. The setting which may be regis-
tered may be the coil current in at least one beam source coil
for deflecting and/or shaping the first electron beam. The
first electron beam source may use at least one deflection
coil for deflecting the electron beam. The deflection of the
electron beam is depending on the current in the deflection
coil. A large current will deflect the electron beam more than
a small current. The beam power of the first electron beam
may also be registered, alone or in combination with one or
more other settings of the first electron beam source. A
setting of an electrostatic lens or plate for deflecting and/or
shaping the electron beam may also be registered alone or in
combination with one or more other settings of the first
electron beam source.

In a sixth step at least one setting of the second electron
beam source may be registered. The setting which may be
registered may be the coil current in at least one beam source
coil for deflecting and/or shaping the second electron beam.
The second electron beam source may use at least one
deflection coil for deflecting the electron beam. The deflec-
tion of the electron beam is depending on the current in the
deflection coil. A large current will deflect the electron beam
more than a small current. The beam power of the second
electron beam may also be registered, alone or in combina-
tion with one or more other settings of the second electron
beam source. A setting of an electrostatic lens or plate for
deflecting and/or shaping the second electron beam may also
be registered alone or in combination with one or more other
settings of the second electron beam source.

In a seventh step the position of the second electron beam
may be corrected depending on the at least one setting of the
first electron beam source and the at least one setting of the
second electron beam source for aligning a desired second
electron beam position according to the model with a real
second electron beam position.

FIG. 2 illustrates schematically what may happen to a first
electron beam 151 from a first electron beam source 101
when a second electron beam source 102 is provided in the
vicinity of the first electron beam source 101. The real first
electron beam 151 from the first electron beam source 101
is creating a real beam spot 171 on the powder surface.
However, the real beam spot 171 is misplaced in relation to
a desired beam spot position 171" due to the fact that the real
first beam 151 is deflected from the desired beam 151'
position. The misplacement is due to the electron beam
source settings in the second electron beam source 102.
Without the second electron beam source 102 or with zero
beam current to the second electron beam source 102 and
zero coil currents to the beam shaping optics the real beam
position and the desired beam position would be the same.
When the second electron beam source 102 is turned on, the
settings in the second electron beam source 102 will affect
the positioning of the first electron beam 151 from the first
electron beam source 101.

FIG. 3 illustrates schematically what may happen in
addition to what is disclosed in relation to FIG. 2 namely that
the first electron beam source may also affect the second
electron beam and vice versa. When the first and second
electron beam sources 101, 102 are working simultaneously
the first electron beam source 101 may affect the deflection
and/or spot size and/or spot shape of the second electron
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beam 152 and the second electron beam source 102 may
affect the deflection and/or spot size and/or spot shape of the
first electron beam 151.

In order to determine the deviation between an actual and
desired spot position on the powder layer or start plate there
are several possible alternatives.

Firstly the deviation can be determined experimentally.

First one may have to determine the unaffected position of
the beam spot on the start plate. This may most easily be
made by letting one electron beam source at a time be
operated, i.e., switching off all electron beam sources except
the one to determine the non-affected beam positioning of.
A number of beam position values may be determined for
this sole working electron beam source by measurement,
and the values which are really not measured, i.e., values in
between measuring positions, may be acquired by a math-
ematical function or model using the measured positions.

Then, the first electron beam may have its internal com-
ponents such as deflection coil(s) or plate(s), astigmatism
coil(s) and/or focusing coils(s) and beam power value set to
a first set of predetermined values. The second electron
beam may be set to a predetermined number of different
settings of its deflection coil(s) or plate(s), astigmatism
coil(s) and/or focusing coils(s) and beam power value and
the actual positions of the second electron beam are deter-
mined for the different predetermined settings. The actual
positions are then compared to the desired positions which
may be the measured unaffected beam positioning for the
same settings of the second electron beam source. The
deviation between desired beam positioning and the actual
beam positioning may then be the correction value but with
an opposite sign of its vector. This procedure is remade for
a predetermined number of sets of predetermined values of
the first electron beam. The same method may be applied to
determine all correction values for all electron beam sources.
The correction values may be stored in a look-up table for
easy and fast access.

Instead of determining the deviation experimentally the
deviation may be simulated by using simulated magnetic
and/or electric fields from the electron beam sources. Since
the specification of the coils or plates which are used in the
electron beam source for beam shaping and/or beam deflec-
tion together with the beam power is known it may be
possible to simulate a deviation of a particular electron beam
because of the influence of the magnetic fields of surround-
ing electron beam sources.

Instead of simulating the magnetic fields from surround-
ing electron beam sources the magnetic field may be
detected. The magnetic field may be detected at and/or
around the different electron beams and the detected mag-
netic field may be used in a simulation for producing the
actual correction values. The correction values may be
stored in a look-up table.

In another exemplary and non-limiting embodiment not
only the second electron beam is corrected but also the
position of the first electron beam may be corrected depend-
ing on the at least one setting of the second electron beam
source and the at least one setting of the first electron beam
source for aligning a desired first electron beam position
according to the model with a real first electron beam
position.

In a setup with more than two (2) electron beam sources
the correction may be done for a predetermined number of
electron beams which may be just one, two or all of them.

In still another exemplary and non-limiting embodiment
of the present invention a distance may be registering
between a first electron beam and a second electron beam.
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An electron beam current of the first and second electron
beams may also be registered. A position of the first electron
beam may be adjusted on the powder layer, where the
adjustment is depending on the distance between the first
and second electron beams and the beam current of the first
and the second beam. A position of the second electron beam
may be adjusted on the powder layer, where the adjustment
is depending on the distance between the first and second
electron beams and the beam current of the first and the
second beam. An electron beam which is within a predeter-
mined distance from another electron beam may repel each
other due to the electrostatic force of the electrons in the
electron beams. The repelling force is a force which decline
with 1/d3 where d is the distance between the beams. If d is
big the effect of the repelling force is relatively small,
however, two beams which are relatively close to each other
may affect each ones position apparently. This embodiment
registers the deviation from desired and actual beam position
due to electrostatic repelling forces between at least two
adjacent beams and compensate for it.

In another aspect of the present invention it is provided an
apparatus for forming a three-dimensional article through
successive fusion of parts of a powder bed, which parts
corresponds to successive cross sections of the three-dimen-
sional article. The apparatus comprising a computer model
of' the three dimensional article. The computer model may be
a Computer Aided Design (CAD) model.

A powder distributor may be used for providing a first
powder layer on a work table. The powder distributor may
provide a predetermined thickness of the powder layer by
adjusting the bottom surface of the powder distributor to the
previous layer. The adjustment may be performed by low-
ering the previous applied and fused layer and/or adjusting
the distance to the previous layer with the powder distributor
itself.

A control unit for directing a first electron beam from a
first electron beam source over the work table causing the
first powder layer to fuse in first selected locations according
to the model to form a first part of a first cross section of the
three-dimensional article. The control unit may store the
computer model which is to be fabricated and also a fusing
and/or heating pattern for the multiple beams which is used
for melting and heating the powder layers for forming the
three-dimensional article. A control unit for directing a
second electron beam from a second electron beam source
over the work table causing the first powder layer to fuse in
second selected locations according to the model to form a
second part of the first cross section of the three-dimensional
article. The control unit for directing the second beam may
be the same as the control unit for directing the first electron
beam or a separate unit communicating with the other
control unit for the first electron beam.

A control unit for registering at least one setting of the first
electron beam source. At least one of the beam power or the
deflection of the first electron beam may be registered in
order to have a reference point for the forthcoming correc-
tion for the second electron beam.

A control unit for registering at least one setting of the
second electron beam source. At least the deflection or the
beam powder of the second electron beam is registered for
controlling how the correction should be made to the second
electron beam.

A correcting unit for correcting the position of the second
electron beam depending on the at least one setting of the
first electron beam source and the at least one setting of the
second electron beam source for aligning a desired second
electron beam position according to the model with a real

10

15

20

25

30

35

40

45

55

60

65

10

second electron beam position. The correction may depend
on the setting in the in at least one beam source coil for
deflecting and/or shaping the electron beam, and/or an
electrostatic lens or plate for deflecting and/or shaping the
electron beam and/or the beam power. The correction unit
may move the actual second electron beam position to the
desired second electron beam position by adjusting the
current through the beam source coil for deflecting the
second electron beam. The correction unit may comprise a
look-up table with beam source coil settings for deflecting
the electron beam a predetermined distance in a predeter-
mined direction. Alternatively the correcting unit may cal-
culate the beam source coil settings for deflecting the
electron beam a predetermined distance in a predetermined
direction in real time.

A storing unit may be used for storing position correcting
values for each combination of the at least one setting in the
first and second electron beam source. The storing unit may
comprise a look-up table.

In another exemplary and non-limiting embodiment of the
present invention the apparatus further comprises a control
unit for registering a distance between a first electron beam
and a second electron beam. The distance is the actual
distance between the electron beams on the powder bed or
the start plate where they are intended to impinge.

The apparatus may further comprise a control unit for
registering an electron beam current of the first and second
electron beams. In addition to the registration of the distance
between the first and second electron beams the electron
beam current may also be detected since it may influence the
actual correction value.

In a control unit a position of the first electron beam on the
powder layer may be adjusted, where the adjustment is
depending on the distance between the first and second
electron beams and the beam current of the first and the
second beam. Electron beams which are close to each other
may repel each other due to its charged particles. The degree
of repelling is depending on the distance between the
electron beams and the electron beam current, i.e., the
number of electron beams/time unit in each electron beam.
When knowing the distance between the electron beams and
its power a control unit may be used for adjusting a position
of the second electron beam on the powder layer, where the
adjustment is depending on the distance between the first
and second electron beams and the beam current of the first
and the second beam.

A control unit may be adapted to repeat the registering and
adjusting until the actual position of the first and second
electron beam is within a predetermined value from the
desired position of the first and second electron beam.

In an exemplary and non-limiting embodiment of the
present invention the correcting unit may be the same unit as
the control unit.

In an exemplary and non-limiting embodiment of a
method for forming a three-dimensional article through
successive fusion of parts of a powder bed, which parts
corresponds to successive cross sections of the three-dimen-
sional article, comprising providing a first powder layer on
the start plate 116. The powder may be distributed evenly
over the worktable according to several methods. One way
to distribute the powder is to collect material fallen down
from the hopper 106, 107 by a rake system. The rake is
moved over the build tank thereby distributing the powder
over the start plate. The distance between a lower part of the
rake and the upper part of the start plate or previous powder
layer determines the thickness of powder distributed over
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the start plate. The powder layer thickness can easily be
adjusted by adjusting the height of the build platform 114.

A first energy beam may be directed from a first energy
beam source over the work table causing the first powder
layer to fuse in the first selected locations according to the
model to form a first part of a first cross section of the
three-dimensional article. A first energy beam 151 may reach
a predetermined area which is dependent on the maximum
deflection angle and the distance from the electron beam
source 101 to the work table. For this reason the first energy
beam 151 may only reach a portion of the total build area,
i.e., a portion of a first cross section of the three-dimensional
article 130.

The electron beam may be directed over the start plate 116
from instructions given by a control unit 140. In the control
unit 140 instructions for how to control the beam source 101,
102 for each layer of the three-dimensional article may be
stored.

A second energy beam 152 may be directed from a second
energy beam source 102 over the work table causing the first
powder layer to fuse in second selected locations 2 accord-
ing to the model to form a second part of the first cross
section of the three-dimensional article 130.

As with the first energy beam 151, the second energy
beam 152 may also reach a predetermined area which is
dependent on the maximum deflection angle and the dis-
tance from the energy beam source to the work table.

For this reason the second energy beam 152 may only
reach a portion of the total build area, i.e., a portion of a first
cross section of the three-dimensional article 130.

In an exemplary and non-limiting embodiment of the
present invention the first and second locations of the first
powder layer which are at least partially overlapping each
other in the overlapping region may be simultaneously fused
by the first and second energy beam 151, 152 from the first
and second energy beam source 101, 102 respectively.

Simultaneous fusing by the first and second beam 151,
152 in the overlapping region may be performed in different
ways.

A first way is to fuse or heat the powder with the first
beam 151 at a first passage in the region 3 simultaneously as
the second beam 152 may be fusing or heating the powder
at a second passage, which is separated from the first
passage. A first passage fused by the first beam may be
refused by the second beam after the first beam has left the
passage, i.e., the first and second beams are not simultane-
ously at the very same position at any time.

A second way is to fuse or heat the powder with the first
and the second beam so that the first and second beams 151,
152 are at least once in the very same position simultane-
ously.

After a first layer is finished, i.e., the fusion of powder
material for making a first layer of the three-dimensional
article, a second powder layer is provided on the work table
116. In one embodiment, the second powder layer is dis-
tributed according to the same manner as the previous layer.
However, there might be alternative methods in the same
additive manufacturing machine for distributing powder
onto the work table. For instance, a first layer may be
provided by means of a first powder distributor, a second
layer may be provided by another powder distributor. The
design of the powder distributor is automatically changed
according to instructions from the control unit. A powder
distributor in the form of a single rake system, i.c., where
one rake is catching powder fallen down from both a left
powder hopper 106 and a right powder hopper 107, the rake
as such can change design.
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After having distributed the second powder layer on the
work table 116, the first energy beam 151 from the first
energy beam source 101 may be directed over the work table
116 causing the second powder layer to fuse in a third
selected locations according to the model to form a second
cross section of the three-dimensional article.

Fused portions in the second layer may be bonded to fused
portions of the first layer. The fused portions in the first and
second layer may be melted together by melting not only the
powder in the uppermost layer but also remelting at least a
fraction of a thickness of a layer directly below the upper-
most layer.

In another exemplary and non-limiting embodiment of a
method for forming a three-dimensional article through
successive fusion of parts of a powder bed, which parts
corresponds to successive cross sections of the three-dimen-
sional article, the method comprising the steps of providing
a model of the three dimensional article, providing a first
powder layer on a work table, directing a first electron beam
from a first electron beam source over the work table causing
the first powder layer to fuse in first selected locations
according to the model to form a first portion of a first cross
section of the three-dimensional article, detecting a first
external magnetic and/or electric field around the first elec-
tron beam source, correcting the position of the first electron
beam depending on the external magnetic and/or electric
field around the first electron beam source for aligning a
desired first electron beam position according to the model
with a real first electron beam position.

In an exemplary and non-limiting embodiment the exter-
nal magnetic and/or electric filed originates from at least a
second electron beam source aimed for fusing the first
powder layer in second selected locations according to the
model to form a second portion of the first cross section of
the three-dimensional article.

In still another exemplary and non-limiting embodiment
the external magnetic and/or electric field around the first
electron beam source is calculated by using the electric
and/or magnetic fields from the at least one second electron
beam source.

In still another exemplary and non-limiting embodiment
the calculation is taking into account instantaneous electron
beam source settings of the at least one second electron
beam source.

The invention is not limited to the above-described
embodiments and many modifications are possible within
the scope of the following claims. Such modifications may,
for example, involve using a different source of ray source
than the exemplified electron beam such as laser beam.
Other materials than metallic powder may be used, such as
powders of polymers and/or powder of ceramics.

It will be appreciated that many variations of the above
systems and methods are possible, and that deviation from
the above embodiments are possible, but yet within the
scope of the claims. Many modifications and other embodi-
ments of the invention set forth herein will come to mind to
one skilled in the art to which these inventions pertain
having the benefit of the teachings presented in the forego-
ing descriptions and the associated drawings. Therefore, it is
to be understood that the inventions are not to be limited to
the specific embodiments disclosed and that modifications
and other embodiments are intended to be included within
the scope of the appended claims. Although specific terms
are employed herein, they are used in a generic and descrip-
tive sense only and not for purposes of limitation.
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That which is claimed:

1. An apparatus for forming a three-dimensional article
through successive fusion of parts of a powder bed, which
parts corresponds to successive cross sections of the three-
dimensional article, the apparatus comprising:

an electronically produced model of the three dimensional

article;

a powder distributor configured to provide a first powder

layer on a work table;

at least one control unit configured to:

direct a first electron beam from a first electron beam
source over the work table causing the first powder
layer to fuse in first selected locations according to
the model to form a first part of a first cross section
of the three-dimensional article;

direct a second electron beam from a second electron
beam source over the work table causing the first
powder layer to fuse in second selected locations
according to the model to form a second part of the
first cross section of the three-dimensional article;

register at least one setting of the first electron beam
source; and

register at least one setting of the second electron beam
source; and

a correcting unit configured to correct the position of the

second electron beam depending on the at least one
setting of the first electron beam source and the at least
one setting of the second electron beam source for
aligning a desired second electron beam position
according to the model with a real second electron
beam position.

2. The apparatus according to claim 1, wherein the at least
one control unit comprises at least a first control unit and a
second control unit, the first control unit being configured to
direct the first electron beam and the second control unit
being configured to direct the second electron beam.

3. The apparatus according to claim 2, wherein the
electron beam source settings comprises at least one of: a
coil current in at least one beam source coil for at least one
of deflecting or shaping at least one of the electron beam or
the beam power, an electrostatic lens for at least one of
deflecting or shaping the electron beam, or an electrostatic
plate for at least one of deflecting or shaping the electron
beam.

4. The apparatus according to claim 1, further comprising
a storing unit for storing position correcting values for each
combination of the at least one setting in the first and second
electron beam source.

5. The apparatus according to claim 1, wherein the at least
one control unit is further configured to:

register a distance between a first electron beam and a

second electron beam;

register an electron beam current of the first and second

electron beams;

adjust a position of the first electron beam on the powder

layer, where the adjustment is depending on the dis-
tance between the first and second electron beams and
the beam current of the first and the second beam; and
adjust a position of the second electron beam on the
powder layer, where the adjustment is depending on the
distance between the first and second electron beams
and the beam current of the first and the second beam.

6. The apparatus according to claim 5, wherein the steps

of claim 5 are repeated until the actual position of the first
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7. An apparatus for forming a three-dimensional article
through successive fusion of parts of a powder bed, which
parts corresponds to successive cross sections of the three-
dimensional article, the apparatus comprising:

a computer model of the three dimensional article;

a powder distributor configured for providing a first

powder layer on a work table;

a control unit configured to direct a first electron beam
from a first electron beam source over the work table
causing the first powder layer to fuse in first selected
locations according to the model to form a first part of
a first cross section of the three-dimensional article;

a control unit configured to direct a second electron beam
from a second electron beam source over the work table
causing the first powder layer to fuse in second selected
locations according to the model to form a second part
of the first cross section of the three-dimensional
article;

a control unit configured to register at least one setting of
the first electron beam source;

a control unit configured to register at least one setting of
the second electron beam source; and

a correcting unit configured to correcting the position of
the second electron beam depending on the at least one
setting of the first electron beam source and the at least
one setting of the second electron beam source for
aligning a desired second electron beam position
according to the model with a real second electron
beam position.

8. The apparatus according to claim 7, wherein the control
unit which is configured to direct the first electron beam and
the control unit which is configured to direct the second
electron beam are the same unit.

9. The apparatus according to claim 7, wherein:

the control unit which is configured to register the at least
one setting of the first electron beam source and the
control unit which is configured to direct the first
electron beam are the same unit; and

the control unit which is configured to register the at least
one setting of the second electron beam source and the
control unit which is configured to direct the second
electron beam are the same unit.

10. The apparatus according to claim 7, further compris-

ing:

a control unit configured to register a distance between a
first electron beam and a second electron beam;

a control unit configured to register an electron beam
current of the first and second electron beams;

a control unit configured to adjust a position of the first
electron beam on the powder layer, where the adjust-
ment is depending on the distance between the first and
second electron beams and the beam current of the first
and the second beam; and

at least one control unit configured to adjust a position of
the second electron beam on the powder layer, where
the adjustment is depending on the distance between
the first and second electron beams and the beam
current of the first and the second beam.

11. The apparatus according to claim 10, wherein the at
least one control unit is configured to repeat the steps of
claim 10 until the actual position of the first and second
electron beam is within a predetermined value from the
desired position of the first and second electron beam.
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